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AMERICAN PATTERN FILES 


with double-acting ‘‘Wavy-Teeth”’ 


The Heller Nucut “Wavy Teeth” principle is one of the most 
important advances in filé history. 

Nucut files combine fine and coarse teeth by a planned irregu- 
larity. In one area of the file’s working face, the rows of teeth are 
spaced progressively wider by regular increments of spacing. In 
another area, teeth are spaced progressively narrower by regular 
decrements of spacing. 

The result is the well-known patented “Wavy Teeth” design. 
Nucut Files cut faster, smoother, without chattering. They are also 
more durable, longer lasting. Every Nucut file is heat treated and 
hardened precisely under electrical control. 

Nucut Files work equally well on steel, iron, aluminum, brass, 


bronze, copper, slate, wood and most other materials. 


o 


SIZE 
&”" x ie x i" 





MILL FILES 
SIZE CUT SIZE CUT 
A’ x He" * fa" B-2-5 10" x 14," x i," C-B-2-5 
6" x "i" x Ti" C-B-2-S 12” x 152" x 1" C-B-2-5 
a 5 Me te B 14" x 1H" x 4" C-B-2-5 SIZE 
BY x 234." x By" C-B-2-5 16" x 1144" x &2" B 6” x "42" 


2 ROUND Made in 6”, 8”, and 10" 
EDGES Bastard Cut Only 


1 ROUND Made in 6", 8", 10" and 
EDGE 12” Bastard Cut Only 


] | 





SPECIAL CROSSCUT FILES 





SIZE SIZE SIZE <i _ 
6" ae” x Teo yi ye ih Ag x We" 10” «x 314," % Wee 
BM x 254," x Ya" 
SIZE 
a” x He" 
= 5 y 15g," 





BANDSAW (BLUNT) FILES 


SIZE (REG} SIZE (SLIM) 
Ca ite ees SIZE 
Ba" x Vie er a” * Ss. ar 
Fi a 4A" x 5g," 
5” x te 





CANTSAW FILES 


a SIZE SIZE SIZE 
&” x We" r ie g" x MW x ie &” x ne 
Fe a a a 10" x Hy" x a" 7" x 1" 


ALL ABOVE FILES AVAILABLE IN SINGLE CUT AS WELL AS WAVY TEETH 





OVERCUT 
ALONE 


The overcut creates a pattern of coarse 


and fine teeth, 


UPCUT 
and 
OVERCUT 


When the upcut is added, the “Wavy- 
Teeth” design is created with larger 
cutting teeth and smaller cleaning teeth. 
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CROSSCUT FILES 
SIZE 
a" x We ¥ Baa" 


SIZE 
10" x Wh" x 3" 











SIZE SIZE 
7" x 4," 10” x 2," 
8” x ia" 

SLIM TAPER FILES 

SIZE SIZE 
6" x 2” B' x 3g2" 
7 1" 10" x 3%" 

EXTRA SLIM TAPER FILES 

SIZE SIZE 
5Ya" x" 7 x Ke" 
6" xh” SB’ x 1343" 





DOUBLE EXTRA SLIM TAPER FILES 


SIZE SIZE 
6" x i" vu y yn 
a" » ay" 


aie 





DOUBLE ENDER FILES 


SIZE SIZE 
Ba” x a" ov x 49" 
10" x 2" 











DADO FILE 
SIZE 
10” x 3%" 


HAND SAW SPECIAL 
SIZE 
6" x Ma 


SIZE 


rT" x Me” 


NARROW BAND SAW SPECIAL 


NO. 3 NO. 456 
SIZE SIZE 
6" x 4” bux % 
7" x ad 7° x CA 


fj 
SAW BIT SPECIAL 
SIZE 
Bx Hg" x 5a" 


0 —aaaaaa ee — 
a 


SIZE 
B Fa * i” 
| - x M3 a) 
i * Vs i 


ROUND CHAIN SAW FILES 


CUT SIZE CUT 
SMOOTH DC 8" x %5" SMOOTH DC 
SMOOTH DC BY x he SMOOTH DC 
SMOOTH DC a" x 44" SMOOTH DC 





MILL CHAIN SAW FILES—2 ROUND EDGES 


cuUT 
sc 


SIZE 


NO. 
3084 





BEVELED EDGE CHAIN SAW FILE 
NO 
4680 


TT" » 4 os He 








GAN 


Three Square 


© O fel 


Round Chain Saw Square 


or Special Gullet 


SIZE 





A aw LS 


Slim Taper Extra Slim Taper Double Extra Special Narrow 


Taper 
Slim Taper Band Saw 


es SOR 


ChainSaw Band Saw BandSaw Special Cant Saw 
or Dado Blunt Requiar Blunt Slim Hand Saw 














FLAT FILES 
SIZE CUT SIZE CUT 
A" x "565" x iy" B-2:5 12" x 1 5 x Ky" C-8-2-S 
6" x 54" x" C-B.2-§ 14" x 1s" x Ke" C-B-2-S 
BY x 754," x 145" C-B-2-5 16" x 1%" x "49" B-2-S 
10" * a4," * we C.8.9.5 18" * 1k" x an? B 
HAND FILES 
SIZE CUT SIZE cuT 
é” * 54" ¥ i," B-2-5 12” x | 4" x %," B-2-5 
8” x Ba x 143" B-2-5 14" x 1M" x Ke" B-2-S 
10” x 74." x 44” B-2-5 
| = — 
Z — 
PILLAR FILES 
SIZE CUT SIZE CUT 
6": Ky" x i B-2-5 12" x 234," x Hy” 8 
Bx He" x Ms" B-2-5 14" x 2%," x 1545" F 
10” x m5" 7 Ng," B-9.5 
HALF ROUND FILES 
SIZE CUT SIZE CUT 
4" x yi," x y” 6-2-5 12" * | we x We” C-B-2-5 
6" x "%Gq" x 2" C-B-2-5 14" x 1%" x 1K" C-B.2-S 
B" x 4" xi" — C-B-2-S 16" x 1132" x 13," B-S 
10" x "Ke" x %" = C-B-2-S 
slailed BA aa I —— 
‘a o at Re eae chaste Ms = s i 7 | D 
THREE SQUARE FILES 
SIZE CUT SIZE CUT 
6” = 1," B-2-5 1O" x 4" B-2-5 
BY x 34" B-2-S 12" x 7742" 6 
ROUND FILES 
SIZE cuT SIZE CUT SIZE CUT 
4" ~ 4," B-2-5 BY x hy," 8-2-5 12” x | B-2-5 
6" x i," B-2-5 10” x 44" B-2-5 14" = 44 B-2-5 
7" » " B 16" x 44 B 














CROSS SECTIONAL VIEWS OF COMMONLY USED FILES 


C - COARSE 
B - BASTARD 
2 - SECOND 
S$ - SMOOTH 


Great American 
Cross-Cut 


Mill 


Mill One Round Edge 


Knife Half Round 
Special Cross-Cut 


Mill Two Round Edge 


Flat 


Warding Pillar 


Hand 


Special Saw Bit 








© 


SQUARE FILES 


SIZE CUT SIZE CUT SIZE CUT 
a" x 3," B-2-5 8x." CB25 14%x 5%" C-B-2-5 
6" xi" CB-2-S 10°x%" ¢-B-2-5 16" x 4%" B 


12" x hy” C-B-2-5 





WARDING FILES 


SIZE cut SIZE cuT 

AM x VKy" x Ky" B-2-5 BY x 25," x 2" B-2-S 

6" x 34" x Ka” B-2-S YO" x 15" x 4" B-2-S 
V2" 01 My" x Ma B 





KNIFE FILES 


SIZE CUT SIZE CUT 
a” x 35," = ha" B-2-S SB" « 7," x he" B-2-5 
6” x 74," « 4" B-2-5 10” «x 1 ky” x 4" B-2-5 





MULTI-KUT FILES 


FLAT HALF ROUND SQUARE 

SIZE SIZE SIZE 
gs 25/32" 5 7/92" a 2 3/4" 2 7/92" a" 2 5/16" 
WO" 2 34/32" « 1/4" 10" 5 15/16" 9 9/92" 10” x 3/8" 
V2" 2 (-5992" a 9/92" V2" x 1-1/8" a 00/92" 12" » 1/2" 
14" « 1-11 /92" B16" Darn 19/92" 2 1392" 1a” » 5/8" 





HALF ROUND FOUNDRY FILES 
FOUNDRY FILES 

FLAT FOUNDRY FILES HALF ROUND FOUNDRY FILES 
SIZE SIZE 


Bx 25." x 2a" a re Be 
VO" x "Mi" x 4" 10" x 15%," x %" 
12" x 1 3%." x Ya" 12" x 1%" x Mea" 
14" * 143" * a 14" x 1 SS” x 53" 


SS 
—_—— 
SS 


LONG ANGLE LATHE FILES 


SIZE SIZE SIZE 
10" x 3g," x 4" 12" x 154)" x Ke" 


14" x 11Q" x Ke" 





FLAT ALUMINUM 






HALF ROUND ALUMINUM 
ALUMINUM FILES—TYPE A 
FLAT ALUMINUM HALF ROUND ALUMINUM ™* 
SIZE SIZE 
é” x 54" x 52" &" x le * 363" 
a" x 53" x 143" Bg" x 44 fr ri 1" 
10” x 3%" x \%" 10" x Ky" xy” 
12” x | 5a" x Me" 1” x 1 wy” x ” 


*NOTE: 6", 8” and 10” have narrow point, See brass file. 









SIZE 


HALF ROUND LEAD FLOAT 





LEAD FLOAT FILES 
FLAT LEAD FLOAT 


Bg” rl 3" * 4" 
10" xz He” « y" 






12” x 1 349” * He" 


HALF ROUND LEAD FLOAT 
SIZE 


a" = 4" x 145" 
TO” x Ui," x Ke" 
12" x 1 1," * Me. a 


BRASS FILES (half round only) 


NUMBER 
3144 
3145 
3146 





NUMBER 
381 


| a 


SIZE 
a" x 1" x sa 












B™ x 
10" x 


SIZE 
Mo" x Ya" 
a x Fi" 


12” x 1 Yq" x "4a" — Hos blunt point. 
See Aluminum File. 


MACHINISTS’ SCRAPER 
SIZE 






DOCTOR BLADE FILES 
SIZE 





NUMBER SIZE 
3147 5 x 54," 
3148 6" x 14," 
3149 7" x 1%" 
3234 B"x 4" 


H381—14" x 1345" x He” Z 


AUGER BIT FILES 






FLAT WOOD FILES 
E 


BY x 2," 
10" x Hag" x 14" 
12" x 1 3" 
14" x 1G," x Hy” 





SIZE 
8” x 254," x“ Py 
10” x 75" x “49” 
SIZE 
é” x 1%," * va" 


x 


8 742" x Me 
10” x Rg % we 


HALF ROUN 


SIZE 
10” x 14" 





FLAT WOOD FILES 


HALF ROUND WOOD FILES 
WOOD FILES 


SIZE 
7" x 4," x we 


CABINET FILES 


SIZE 


x 4," 12” x Vig" x 4” 





HALF ROUND WOOD FILES 
SIZE 


a Fh 


& a x A wr x Ts a 
1 o” x Le x en" 
1 9 rT * | Ve af x 11 3" 
14" * 1 3” * 5" 






4 i: i 
ie el Wk oe ee el ae 
e a ‘ 


FLAT WOOD RASPS 
CUT 
B 
) 


SIZE cuT 
12” x 1 3" x ye" OB 
14" x 1145" x 1%," B 


HALF ROUND WOOD RASPS 
CUT 


-5 
-$ 


SIZE CUT 
12” x 1%" x," B-S 
14°. 1%" xh" = B 
16" x 1%" x" iB 


















































CABINET RASPS — 
SIZE CUT SIZE CUT 
6" x Wis" x Ky" 2 12" x 1g)" x» hy” 2-5 ROTARY MOWER and GARDEN TOOL 
iad x 2305 # a uw 2-5 14" x 1 Me™ “4” 2 Li ff fir 
10" x 1 ra x 3” 2-§ SIZE 7T «wn 34" « 
SHOE RASPS FARMER'S nie 
SIZE CUT SIZE cUuT SIZE a” x 1," 
a" x %" «x %" | ALL ALL 
, SPECIAL 10” x Vg" x TS” 4 SPECIAL 
9 x" e%” ~—LsSCOMB. | COMB. 
ALL PURPOSE FILES 
SIZE SIZE 
“HORSE RASPS 8” x aes ae 12” x | ss x Mo" 
: : : 10 3” x Me “4 14" x 1 ts ae 
PLAIN HORSE RASP5S— TANGED RASPS— 14” TANGED 
REGULAR REGULAR “RACE TRAK" RASP 
SIZE SIZE SIZE 
12" x1 Ke" x 14". » 14g" x i," 14" x 134" x Ky" 
14" x1 44" x ¢ 16” «© 1%" x 45” 
14" * 1735," x ." 
PLAIN HORSE RASPS— TANGED RASPS— 18” PLAIN 
SLIM PATTERN THIN PATTERN “RACE TRAK" RASP 
SIZE SIZE SIZE 
a” x 1h," x 34,” 14" x 134" 0 4,” 18" x 1h" =" 
| ignition files — see te ~ = —— 
‘ [ecen=nwee) (Clip handle fits over pocket flap for easy vs J 
Sasa a carrying. A necessory fool for every auto 5 
mechanic. Used for cleaning spork plugs 
5" PATENTED TUNGSTEN and dressing contact points, Pocked in ; ‘ - = j , 
POINT FILES (POCKET CLIP) boxes containing a dozen files. Also When file teeth are clogged with filings—slipping, scratching and in- 
mounted on cards (one doren to o card). efficient cutfing result. Clean your coarse file frequently with a file card 
ieee For cleaning distributor points and spark (specially designed fine wire brush), and use the brush on your fine cul 
Sea — plugs. Also used by cheaning conten! petals file. The combination file card and brush provides both card and brush, a" 
5” REGULAR TUNGSTEN sds with colaal ip fer entedag ete pti with a specially designed pick, in one handy cleaning tool. 
POINT FILES slots, Packed in boxes containing one . . 
dozen files ond also mounted on cards 
{one dozen files to a cord). SIZES 
i =A. BS For voltage reguloters, circuit breokers, #104 4'' for small files 
= . oe relay ond other electrical contact points te ~ : 
5" VOLTAGE REGULATOR ee ee eae gt ocae ike Bt Gide, #106 41/4’ for files 4” to 6” 
of and smooth finish. 5” over-all—,4" wide, y rH gil rT, 
FILES No. 2470 approximately .020” thick, Packed on F108 5° for files 6" to 10 
counter display cards only, one dozen on 7110 514" for files 8'' to 12" 
cord—jfwelve cards fo o carton, #112 6’ for files 12°’ to 18” 
EE ee «2 (Recommended for removing pits and cor- 3 
resion fram contact poinfs and alsa for Standaid <ncton comatng x 
aa aa 1 F re ins gros oO size, 
6” VOLTAGE REGULATOR ental Speen ten seoneh fhAten. Leo O A handle should always be used on o tenged file. A properly fitted handle means 
RIFFLERS N over-all. Pockoged on counter display 
: o. 1997 quicker, better work, and makes the job easier and safer. Heller handles are monu- 
cards only. One dozen on cord—twelve f f 
cords to corton actured of soft wood ond readily absorb hand moisture. Long shank steel ferrule 
: Prevents splitting. 
AK \ A 
10” \ \ \\ ~~ \\\\ 
H ‘, ek i) SAN hh N AN AN ai N i SN 5 : 
MILL RAI RN A A NN STANDARD TOOTH CUTS 
_ The illustrations at left serve only 
to show a cut comparison between 
four various types of ten-inch files. 
Bear in mind that the coarse cut 
10”’ illustrated for any ten-inch file 
FLAT would not be the same degree of 
coarseness as that found on the 
same file in a six-inch length. 
on However, the same relative differ- 
10” A WS SUE ence always exists between Bas- 
he Oy ‘ ‘ a AY 4 
HALF A A SEA ASN tard, Second Cut and Smooth Cut 
ROUND ANY AN : for any file in any particular 
length. a 


10” 
ROUND 


















Vistiin FILES 














































Swiss Pattern files are the delicate cutting 
instruments of precision craftsmen — jewel- 
ers, die-makers, gunsmiths, watchmakers and 
many others, Wherever it’s mecessary to fin- 
ish delicate and intricate parts, Swiss Pattern 
files do the job better, quicker. 


Swiss Pattern files are slender. They are 
narrower in both width and thickness than 








other type files and the tapered files have 
fine points. Teeth extend to the extreme edges 
and much finer cuts are available than on 
any other files. 

The Heller American-Swiss Swiss Pattern 
files are the finest available. This well-known 
brand has met the test of industrial users and 
the complete selection assures exactly the 
right file for any job. 


prams il peti eae — penis 


Cuts shown are 
those of a 6’ file. 
On longer files 
cuts are coorser; 
on shorter files 


ravitmel¢ mille 


teeth per inch 


HAND FILES 


ae) 


50 teeth per inch 66 teeth per inch 


& WNo, 6 


120 teeth per inch 184 teeth per inch 





SWISS PATTERN FILES 


EXTRA NARROW PILLAR FILES 


CUT SIZE cuT 
3° x Myx kK, 0,2,4 BS" x %, x he 00,0,1,2,5,4,6 
4" x %.x Ky 00,0,1,2,3,4 10” x 1 Mex %2 00,0,1,2,4 
6" x ™%&, x 4%, 00,0,1,2,3,4,6 12" x1 ex 4) =6(00,0,2,4 


PILLAR TESTING FILES 
SIZE CUT SIZE CUT 
6" x "Hy x Ny 0,1 BY x Hx My 0,1 





PILLAR FILES 
SIZE CUT SIZE cuT 


a” x 1 ‘ball x Na 00,0,7,3,4 a" x Wis x Le 00,0,1,2,3,4 
a 7.x, 00,0,1,2,3,4,5 10” = %j, x", 00,0,1,2,4 
6” « "3, x % 00,0,1,2,3,4 12” x jax "kg 00,0,1,2 


NARROW PILLAR FILES 
SIZE cuT SIZE CUT 
3" x % xX 0,1,2,4,4 BY x i.e", 00,0,1,2,3,4 
4" x x Ky 00,0,1,2,3,4,6 10" x yx %q 00,0,1,2,4 
6" x xh, 00,0,1,2,3,4,6 12" x 36x Hy 00,0,1,2 


CUT 


60,0,1,2,3,4 
00,0,1,2,4 
00,0,2 


CUT 


SIZE CUT SIZE 
3% x &, x %, 00,0,1,2,354,6 BY x Wy x hy 
4° 3 in gg §=6(00,0,1,2,3,4,6 10” x 34 x "a 
6" x x, 00,0,1,2,3,4,6 a" xkex 
Additional Widths — Extra Narrow Pillar Files 
SIZE CUT SIZE 
6" x la xX 00,0,2,3,4,6 "x Ma * Ma 


00,0,2,3,4 


| a 


HALF-ROUND FILES 


SIZE cUuT SIZE 
3” x 3G x 449 00,0,1,2,3,4 6” x a x Yea 
4° x.%%% 00,0,1,2,3,4 "x “Siax Re 
5" x Ke x Kg 00,0,1,2,3,4 10" x "Kx %, 


12" x) kx Hs 


CROSSING FILES 
SIZE CUT SIZE 
a” x raft = 49 00,0,2,4 3" x "Me x 4 
4° x Kex Me = 00,0,1,2,4 TO” x 742 * Ka 
6" x34 xh 00,0,1,2,3,4,6 


] 


KNIFE FILES 





cuT 
00,0,1,2,9,4,6 
00,0,1,2,3,4 
00,0,1,2,3,4 
00,0,2 


CUT 


00,0,1 2,4 
0,2 





SIZE CUT SIZE CUT 
"sx iy = 00,0,1,2,4 x M4, x 5%, 00,0,1,2,4 
SB" x Myx Hy 00,0,1,2,4 












WARDING FILES SLITTING FILES = 
SIZE CUT SIZE CUT SIZE cut Size CUT 
3” x'%_ x Ya 00,0,2,4 8" x7 x%, ——00,0,2,4 a"x%e 0,2 6" x 5; 0,2 
4" x Wex% 00,0,2,4 10” x "5, x Ys 00, 0,2 


6" x", « k, 00,0,2,4 


— —————— 
‘ 
cea eae ae | a 
"i a 


EQUALLING FILES SCREW HEAD FILES 
| | : (With or Without Tang) 






W 7 UT 
SIZE cur SIZE . SIZE CUT 
a & ye x We 00,0,2,4 6" x "359 x Na 00,0,2,4 a" » 4 * ie é 
id 
4" x 1% x Sq 00,0,2,4 8" x %xX- 00,0,2,4 : 
WARDING AND EQUALLING FILES MAY BE OBTAINED IN MINIMUM QUANTITIES 
OF ONE DOZEN IN CERTAIN 8 & S GAUGES. é ae 





=e ROUND EDGE JOINT FILES 
SIZE CUT SIZE CUT 


4" x! Thi wet Thi 
BARRETTE FILES x "Ma x a (Thick) 2 4” x "qx %q (Thin) 2 


SIZE CUT SIZE CUT : ) ~. 4 





4"x%  00,0,1,2,4 B"x % 00,0,2,4 
SQUARE EDGE JOINT FILES 
’ SIZE CUT SIZE cUT 
4" x", x iy (Thick) 2 4" x "My x Fig (Thin) 2 


PIPPIN FILES 


SIZE CUT ° SIZE CUT : ; 
4" x %xY%  00,0,2 B"xKxk 00,0,2 Gn 
6" x x 00,0,2 BROACH FILES 
| SIZE cuT TWIST DRILL GAUGE 
ape na onenr 3” 0 (Double Cut Over-all) 40-65 









AT See Twist Drill Gauges and their Decimal Equivalents on Page 11 of Catolog #134 
CROCHET FILES 


SIZE CUT SIZE CUT : 
4" x 1 xk, 00,0,2,4 10" x1, «x, 00,0,2 : - 
6" x “4a x Ye 00,0,1,2,4 6" HAND CORRUGATING FILES 


BB cea) Also called Straight Rowing files, are designed to corrugate when stroked straight 


SQUARE FILES 


ohead. The approximate cross section dimensions are 7442" x 543". 








SITE CUT SIZE CUT Le) Serene eer are re ee ee rot or ce ee aha eee Mo. 0 mo: 2 Nea. A 
a" x, 0,2,3,4 Bx i, 00,0,1,2,4 Corrugations per inch ...ccseet wenn se eee aes 50 B4 120 
4” « lis 00,0,1,2,3,4 10” x 00,0,2,4 
® — DIE SINKERS’ FILES 
TAPER ROUND FILES 
Size CUT SIZE CUT =) 8 y ‘ Es =] aoe 
3 x batt 00,0,1,2,3,4,6 8” x 4 00,0,1,2,3,4 Oval Three Flat 
4"x% 00,0,1,2,3,4,6 10” x 71g, 00,0,1,2,4 Round (1 Shorp Edge} Squore Oval Knife 1 Safe Edge 
5" x %_  00,0,1,2.3,4 12” x %q 00,02 V, p Ke Moxy — Max ans Hex 
6" x X, 00,0,1,2,3,4,6 | Vanxkha 4 24 Aa é Hy 
© om - a _— <_. = = 
Auriform Square Flat Half Rownd Crochet Lozenge 
ROUND STRAIGHT FILES 
7 1 1 1 a 
x x 
SIZE CUT SIZE cuT Pia 4: Marthe Max? Mox%s axe 
a"x%  00,0,2,4 8x -00,0,2,4 LENGTH OVER-ALL LENGTH OF CUT cuts 
5W%4 rT) 3" 0,2 


6" x ky, 00,0,2,4 
These special sizes also carried in stock 





SIZE cuT 
4" x ut or Ma 00,0,2,4 ? as : a ii 
6: 00,0,2,4 . 
al Bs = : 00,0,2,4 ESCAPEMENT FILES (Square Handle Needle) * 
6 I rd 
® = A = — —_ 
Round Round Square Crossing Knife Fiat 
THREE SQUARE FILES . 
SIZE cuT SIZE CUT aa a —_ > ss man af 
a” « Ra 0,1,2,4 8" x "i 00,0,1,2,4 5 ; rot alf Roun ound Edge 
4"x% — 00,0,1,2,3,4 10” x 1%, ——-00,0,2,4 a a sii men sala ed? 
6" x, 00,0,1,2,3,4 SIZE CUT 
51/4” 0-2-4-6 


SS SS SS Se SEES EEE EEE EES ee ee eS SS aE eS 
SIZE: Length, width, thickness given in inches. 





SWISS PATTERN FILES 


———— (Cut on Downward Stroke) 





(Cut on Downward Stroke; 


31," x Vg" BENCH FILING MACHINE FILES 


se 
PILLAR 
(2 SAFE 
EDGES) 


Yan Ye 


vA 


LENGTH OVER-ALL 


a4" 


m= , Bn 
EQUALLING CANT 
(CUT SIDES THREE (cuT 3 
AND EDGES) SQUARE SIDES) LOZENGE 
Kx hah hax 
oy ip = co 
HALF- 
ROUND OVAL PIPPIN CROCHET 
j 1 i 
Vga iy HeX92 Weax79q Vax 
LENGTH OF CUT CUTS SHANK 
244" 00,2 4” dia. 


— 


KNIFE 
VixY4 


SQUARE 


af 


31," x Va" BENCH FILING MACHINE FILES 


= == , <= 
PILLAR EQUALLING CANT 
(2 SAFE (CUT SIDES THREE (cut 3 
EDGES) AND EDGES) SQUARE SIDES ) LOZENGE 
Mika Maxreg 339 eaK 4 Moonie 
ROUND ROUND OVAL PIPPIN CROCHET 
Mba "x40 46x ba Tam ba amie 
LENGTH OVER-ALL LENGTH OF CUT CUTS SHANK 
344" dia. 


24" 





00,2 


5” PARALLEL MACHINE FILES (Cut o 


ad HALF = - 
ROUND ROUND OVAL CANT 
A Wax Ve Vaxdso 439% 
é/ 
= = THREE & 
CROCHET PILLAR SQUARE SQUARE 
Vans Vang "ia vA 
2 safe edges 
LENGTH OVER-ALL LENGTH OF CUT 


7" 5” 


8” PARALLEL MACHINE FILES 
® sf 7 
PILLAR 


ROUND SQUARE {1 SAFE EDGE) 
if tf. Ve Gen 
He" 4" My" eK” 
4” 

OVAL KNIFE PIPPIN 
Ngo" x He" a" x Ye” ia" x 34Q" 
LENGTH OF CUT LENGTH OVER-ALL 

6” 5” 


—- 
CROCHET 
a” x 2" 
Va" x ye" 
44" * at 
Ya” x xa” 


EQUALLING 
(CUT SIDES 


AND EDGES) LOZENGE (CUT 3 SIDES) 
Ya” & Ha" 

CUTS 

00,2 


%” 





—<_ 


PIPPIN 
Taegu 39q 


od 


LOZENGE 


Moxa 


CUTS 
00, 2 


THREE 
SQUARE 
‘ie, 
5 


“9 


> 


Ma" x Ya" 


—— — 


| 


KNIFE 
Sar 


SQUARE 


Ti 





n Upward Stroke) 


= 
KNIFE 


Vg x39 
= 


EQUALLING 
VaxVe 





(Cut on Downward Stroke) 


i 
HALF 
ROUND 
He" x 342" 

AF x yy" 
73. x a6 
ve x “4 


—_n. 
CANT 


To" x 34a" 











Round Knurled Handles 












Zebeta ter ares i Ms 7 et 4 

















| ROUND EDGE JOINT 


SIZE cur Sets of 12 assorted shapes 
4" 0,2,4,6 available in handy plastic 
VWg™ 0,2,4,4 kit. 

614" 0,27,4,6 


PLASTIC HANDLE NEEDLE FILES 
For comfort and protection of tool and die maker's hands, Heller has 
available bonded Plastic Handles on Swiss Pattern Needle Files... makes 
unnecessary makeshift handles or tape. Furnished in a plastic case, 12 
shapes of one cut and length... or as required. 





pe ™="e = fF © - 4 —~ 














Finishing aluminum to ten-thousandths ac- 
curacy by hand dressing with a VIXEN 
rigid tanged file after mechanical cutting 
and forming. 








Here the VIXEN rigid tanged file is used on 
plastic because close tolerances are neces- 
sary. Equally good results are obtained on 
Fiberglas. 





On stainless steel, the VIXEN rigid fanged 
file is used where accuracy must be within 
one ten-thousandth, 





The flexible VIXEN is used on curved sur- 
faces in automotive and aviation plants 
where smooth finishes are required. 
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= the roa cteaM 
still the best milled curved - fe 











‘y 7 


cuts freer, more re pid « i 
7 — 
produces a smoott r 


The VIXEN is an entirely new and revolutionary development 
in files. Designed originally to salvage hard castings, it has 
since been frequently improved by Heller and now is used in 
almost every type of work. Following are its exclusive features: 


deep gullets and wide pitch give 
maximum clearing action 


The deep, wide gullets of the VIXEN, shown here, (A), and 


the widely spaced teeth, (B), enable the filings to curl and 
drop free—producing a smooth, even finish. 


A “lees 


undercut gives VIXEN teeth milling cutter action 


The unique VIXEN teeth have an undercut or forward slant, 
(C), which gives a positive cutting action—like actual milling 


cutters. All teeth are of uniform height and shape — all 
clearances are held to extremely close tolerances. 
8” 10” 12° 






resharpening for economy 


The VIXEN can be resharpened j 
many times—many VIXENS have 
had as many as ten resharpenings. a 


Heller’s development of the auto- 
matic sharpening machine is a ma- Nh |} 





jor advance in file history. 


——— Fine 


TEEPA PER INGRH 









FLAT, FLEXIBLE, HALF ROUND Smooth 
SOLID, HALF ROUND SHELLS, PILLAR AND SQUARE 

MOLDING The VIXEN 
Size Std. Fine ‘Smooth Size Sid, - 5 
8 inch ....14 16 18 8 inch ....18 made in various 
10 inch .....12 14 18 10 inch ....16 b £ 
12 inch ....10 14 16 12 inch ....14 cuts, the names o 









14 inch .... 







FLAT UTILITY 





which apply only to 
the VIXEN. Above 


Coorse == Smooth is a chart of these 
Sine Side Side 
as, ioe 14 18 cuts: at left, 1s 
Satta e alee aetale ete 10 inch re 18 : 
Se em en ae B12 inch .....,..40 16 listed the number 
sae! 14 ineh ........ 4 15 


of teeth per inch. 


a different and exclusive type of steel 


VIXEN’S keen teeth and flexibility demand a very special type 
of alloy steel. This steel was once imported from Sweden. Now 
an even superior American chrome alloy steel is used — ex- 
clusively made for VIXEN. 


a 





VIXEN FLEXIBLE FILES 


( SIZE cuT SIZE cuT 
8" x 28%," x 5a" st 


St EE poce cap cake we ST F cre "2.2... ee F 
CIA, Dolls Sale ES eR RP to Peter ar cae ae ST F 5 1 ES aa OE. RE OE SSI. 5 RN ST F 

VO6 ie TI CG ve vcddae ee aE japaneses ST : 5 en Eee eRe la ene pee ei mireeatn ST F 5 
ye el an Ga SE ST F 5 bee FE oS oi ecasccvennaseusmemie- nee. oe F 5 











VIXEN BABBITT FILES WITH TANG VIXEN HALF ROUND SHELL FILES 
- SIZE CUT SIZE cUuT 
Si se eis Coarser than Standard Be ee nent ce ee ts tee a welelee ST 
TO ee ee Re ek Coorser than Standard ga ay ge ae ee 5T 
VE Tg ese ie a en Coarser than Standard ee ee og sip iegeeir aceite eee ecto ST 
a adie Tn Be ade lr 22, .€earter than Standard VF Lee ba adit ah | ler er re: | | F 
Hitt || if | 
CCC (A ((( | (tt! (( ( 
7 hh | V\\\h \ iV \\ \\\\ \\ AW \\\ 
VIXEN FLAT UTILITY FILES WITH TANG ERO Ee a eee te iiialiitiiaill 
; VIXEN HALF OVAL SHELL FILES 
SIZE CUT | 
a i Feces Rie a cea Sieh eae tel One side ST, one side $ SIZE CUT 
TO" Tae Ke" ci eee ieee ee dss One side ST, one side S 14" x» 1" & Tey . ST 
12" x Uy" eM ee eee eles One side ST, one side $ 
Te ee ee cee ewe ea One side 5T, one side $ 
{ tH ——— 
VIXEN HALF ROUND FILES WITH TANG 
SIZE CUT 
5 a cc cucecre nica ee | F 
wy" = He ee ee ee eee ee ee «| F 
COM Ee EM ce oy eae ete amennw taal ST F 
1 eG) cocccoaseeesesta F 
SPIT SY ev ne sedan een co aeauuuauelee 
Ge EI oie cee nis arene aie nda oe aee 
1a eo ccc acesemsce ccmrernieiens panic as ST 
* : 2 E 
Vixen wihazcut 187 TG eS” ccasesnsens ese 
aE oar SPECIAL SEALED PACKAGE 
é bo be eee ee ke | 
Os PRT aes ieaeine  e F 5 Vixen 14-inch Flexible, 14” Half Round Shell 
ea eRe Se vanes ois eae “3 : : and 14” Molding files are sealed with a rivet 
a" eee Rn ow wemaannewewn saa igor tee ; 
Ii Be in individual envelopes at the factory for 
a | . buyers’ protection against imitation, inferior 
iit A | and resharpened files. 








SIZE cur 
fe er Sie cia ae Se ST 
10" ae x oe Scie BE ee a Ga eh ST 
12” x 25" x Ba... Sa AA here ST 






SIZE CUT 
y| Si, ee ST 
Te ee cece eee ene needle ale ae ae ST 
12” ed Rea ei nonin ao ST SPECIAL CURVED VIXEN FILE 
SIZE 
* 14" 


HOLDER V-3 





ru 12 LLL Ls 





A BALL SHAPE 
_+ HIGH-SPEED STEEL 


HAND GROUND HAND GROUND 
cUuT from solid A 5 CUT from solid A B 
H12 HG12 a" “" H1é HGI6 " 4" 
H13 HG13 Ha" i” HI? HGI7 “4” i” 
H14 HGl4 w" in” H18 HG18 1" 4” 
Haa HG88 Pe Ka" . HI? HG19 1” 1” 
H15 HGI5 ¥” +" 


| = 
A OVAL SHAPE 
_+ HIGH-SPEED STEEL 


HAND GROUND | ad | | HAND GROUND 
A B 


CUT from solid cuUT from solid A B 
H34 HGI4 Xe" Ma H37 HG3i7 yw" “" 
H35 HG35 " " H38 HG38 4" 1" 
Ha? HG87 4” . H39 HG39? i” 1” 
H36 HG364 Ka" 2" H40 HG40—d" A 
- 
sr TREE SHAPE (pointed end) 
— HIGH-SPEED STEEL 
HAND GROUND | . | HAND GROUND 
cuT from solid A B cUuT from solid A B 
H4 HG4 1” 44” H? HG7 “4” 1%" 
H5 HG5 %” 44” H8 HG8 in” 1" 
Hé HG6 4" ie H? HG? ae ~ 
ry TREE SHAPE (radius end) 
ees | ang +. HIGH-SPEED STEEL 
HAND GROUND . | HAND GROUND 
CUT from solid A B CUT from solid A B 
H28 HG28 Ag wn H31 HG3} Wy" 4" 
H29 HG29? w" 1 H32 HG32 a4” 1%" 
H30 HG30 1% ia H33 HG33 ms" ra 
a 
"CONE SHAPE (60° and 90°) 
: -. § HIGH-SPEED STEEL 
HAND GROUND a HAND GROUND 
CUT _ from solid A 8 CUT = from solid =A 8 
H20 HG20 “* 90° | H24 HG24 4" 60° 
H21 HG21 4” 90° H25 HG25 “" 60° 
H22 HG22 Aa 90° H26 HG26 4" 60° 
H23* HG23" 1"* 90° 


#1193 and HG-23 also available in 1347” 134”, 2” and 914" 
diameter made without point. 134" and 134” diameter have 34" 
shank, 2” diameter has 44° shank, 234" diameter has 44” shank. 


a 
ig CONE SHAPE (other) 
— HIGH-SPEED STEEL 





HAND GROUND | . HAND GROUND 
CUT from solid A 8 CUT from solid A 8 
H27 HG27 1 134“ H4é HG4é6 yw" 1%" 
Hal HG4l 4” 4" H47 HG47 4” %” 
Ha? HG42 4" 4” H48 HG48 %" "4" 
H43 HG43 4" 1* H4? HG49? 14” 1“ 
Hdd HG44 x" 4%" 
H45 HG45 x," ? 
}+—— 8 ——4 
| f FLAME SHAPE 
A HIGH-SPEED STEEL 
HAND GROUND nx 
CUT fhom solid A B H2 HG? %" he” 
H1 HG! 4" i" H3 HG3 — 1%" 
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Rotary Files and Burs are power driven files widely used 
in tool and die shops, pattern shops, aircraft and auto- 
motive plants, machine shops, foundries, etc. for removing 
burrs and fins, elongating holes and slots, finishing small 
and intricate parts, or simply smoothing rough or hard-to- 
get-at surfaces. This type file is designed for use in drill 
presses, lathes, and electric or air operated hand tools or 
flexible shaft equipment. 


oT ecynnpricat SHAPE (flat end) 
_} HIGH-SPEED STEEL 


HAND GROUND 5 — HAND GROUND 

CUT from solid A 6 CUT from solid A B 
H50 7 HG50 i" " H5é HG456 x" 14" 
H5! HGS! yw" Eee H57 HG57 1“ i" 
H52 HG5?2 Ae 1%" H58 HG58 4" 14" 
H53 HG453 Ww 1" H93 HG93 “" 1” 
H54 HG54 i“ 1” Ho4 HG94 14” 4" 
H55 HG55 4" 4%" H95 HG95 1” 1” 


Hand Cut — Cut End unless otherwise specified. 
Ground-from-Solid — Plain End unless otherwise specified. 


aeeee < CYLINDRICAL SHAPE (ball nose) 
_| HIGH-SPEED STEEL 


T(Not End Cut) 


HAND GROUND #— 8—4 HAND GROUND 
CUT from solid A E CUT from solid A 8 
H59 HG59 yw we Héd HGéd en 1" 
H40 HG60 ie i H45 HGé5 a" 1” 
Hl HGél we" 14" Hdd HG66 4" 14" 
Hd? HG4? a” 1* Ha? HG? x," 14” 
H43 HG63 iw" 14" Had HG68 "4" 1%” 

i= ee A TAPERED SHAPE (radius end) 

: = IGH-SPEED STEEL 
i 

HAND GROUND HAND GROUND 
CUT from solid A B cuT from solid A B 
Ha? HG6? i” as H7) HG71 a" 134" 
H70 HG70 “" 14" H72 HG72 so" 1" 

{ CYLINDRICAL SHAPE (double tapered) 

HIGH-SPEED STEEL * 
A 
HAND GROUND 
CUT from solid A B 
H73 HG73 1%" %" 
Bh 
BI-SHAPE 


HIGH-SPEED STEEL * 


ot HAND GROUND 
= = A cuT from solid A 6 


H10 HGI10 i“ 1" 
l+-— B —4 H1] HG11 i," le" 
H97 HG97 1" a" 
= oa BARREL SHAPE 
anaes SE A HIGH-SPEED STEEL * 
a os HAND GROUND 
CuT from solid A B 
a | He? HGa9 ye " 


INVERTED CONE SHAPE 
HIGH-SPEED STEEL* 


meee oll f | 


a 


HAND GROUND HAND GROUND 
CUT from solid A B cUT from solid A 8 
H74 HG74 ad ” H96 HG96 4" 44” 





J CONCAVE SHAPE—Type 1 
HIGH-SPEED STEEL * 


HAND GROUND Pe ° = HAND GROUND 
cuUT from solid A 5 cUuT from solid A 5 
H75 HG75 44” 4" H?1 HG91 14" i" 
HPO HG90 " 3" 


@ THESE FILES MADE IN CARBIDE ON SPECIAL ORDER ONLY 





ROTARY FILES = cont’d 


7 1 CONCAVE SHAPE—Type 2 
PRC ny an HIGH-SPEED STEEL * 


.—i—— 
HAND GROUND 
Furnished with cul end CUT from solid A 5 
unless otherwise specified, He? HGF? Ya ha” 


“THESE FILES MADE IN CARBIDE ON SPECIAL ORDER ONLY 





RECOMMENDED OPERATING SPEEDS OF HIGH-SPEED 
STEEL ROTARY FILES FOR VARIOUS MATERIALS: 


Revolutions per Minute for Various File Diameters 
mn) 36") Woh) 54" 1 
T5000] 3,500] 2000 1,500 1,880 11,200 | 60 












1 fad 




















Cast Iron 


00] 2,250 1,750 1.450 | 1,250 1,000 


Aluminum 
Brass 
Bronze 


se 


2 
3 








Burs with 246'' and 14"' cutting diameter are solid carbide 
throughout and are 2” overall in length. All other burs are 
made with carbide heads brazed to 1/4" diameter steel shanks 
9’ long. Standard (Medium) Cut Burs only are listed in this 
catalog. Fine, Coarse and Dia-Mo Cut Burs are also available 
when specified, 


‘ A 
| 
BALL SHAPE “D" OVAL SHAPE ue - * 
B * 
A * A B 
D-103 Ve" D-131 ig F-105 4" x" 
D-24 Va D-141 = E-171 ye” ae 
D-105 Va D-16) i. E-|41 Vy" at! 
D-113 Ve D-181 4g" E- 16) 54" 1 
D-121 Ve" D-201 1° E-181 34," 1" 
i— T 
5 A 
+ | pe id 
TREE SHAPE "K" . + TREE SHAPE “H" 
B *—— —o 
(pointed end) (radius end) 8 | 
Ay B Ay B A B A B 


fa 


K-105 %" % K-142 4" 1 H-3 Ve’ Va" H-141 We" 1 
K-111 Me 3%" K-16) %° 17 H-105 4%" %” H-161 %” 1” 
K-121 %" 3%" K-182 %° T° H-121 %° 34” H-162 %" 1” 
K-14] a" %" K-183 3%" 1¥2" H-131 He" 1 H-181 4" 14" 

H-145 14" 34"° H-183 %" 1%" 


SOLID CARBIDE BUR SETS 


SET NO. 2 
Va'’ DIA. HEADS DIA, HEADS 4°" DIA, HEADS 
Va"’ DIA, SHANKS ' DIA. SHANKS Ye” DIA. SHANKS 

lo" OVERALL LENGTH 1°° SHANK LENGTH 114" 


SET NO. 1 SET NO. 3 


Heller Length Length Heller Length 
Tool No, of Head . of Head =~=— Tool No, of Head 


rn ye! A-53 Yq" 
TAs - aa B-55 Vg" 
We . “0 C-52 Vs 
Ve" - oe D-52 Wa’ 
Yo 4% E-52 4" 
Ve" : ; ne H-53 en 
“4 - Vy" K-52 “4° 
i Wy" L-52 Wy" 
ig 5-55 “"" 


i ' # 
o_o f= 


t 


— 


A 
Cc 
D 
E- 
H-1] 
H- 
K- 
E 
p- 
S- 
U- 


Ba = & Co ps 


ae : 
ee ee 
= la = 


Shape “uo AY Shape al: ha 


CYLINDRICAL 
{radius end) 
SHAPE "C" 





(Not End Cut) (End Cut) A B A B 
A-103 B-103 “se ve C-4 Va wy" 
A-15 B15 i C-7 Yn a 
A-23 B-23 se" Sfg | C-23 Vg 5/g 
A-105 B-105 4" 54" C-105 Va" Sy 
A-111 B-11) He’ a C-111 ig 3a" 
A-121 B-121 %" a" c-121 Aq yy" 
A-131 B-13) %° ¥" c-131 Mer” 
A-141 B-141 “%" WV c-141 “a y" 
A-161 B-1461 %” 1° C-161 mere cane 
A-182 B-182 %" Vy" c-181 ne ge 
A-184 B-184 %4" 44" 
A-185 B-185 %”° 1" 
A-201 B-201 1°’ ure 
74 
a 
TAPER SHAPES = 
SHAPE “M" SHAPE “R" SHAPE “T" 
Ay B Ay 8 Ay B 
M-105 Ye" 60° R-105 %’’ 90° T-105 Va 82° 
M-121 %” 60° R-121 %" 90° T-121 %” 482° 
M-141) Wa" 60° R-141 ‘@" 90° T-141 Ya" 82° 
M-161 %' 60° R-161 5%" 90° T-161 % 82° 
M-181 4%” 40° R-181 34" 90° T-181 0 «=. %4"" 82° 
M-201 1” 60° R-201 i" 90° T-201 Ba 62° 
— | i 
ae ° in 
ls — & ———_ a = a 
TAPER SHAPE “L" TAPER SHAPE “U" 
14° included angle 
A B 2 A B 
L-104 V4" %" 14" U-105 Va Ye" 
L-105 Va" ya" 22° U-111 Sig!’ """ 
L-108 ‘ i 10° U-121 Va Ag 
L-121 ye" Ya 28° U-141 i; an de 
L-141 Vy" Ys ' 28° U-161 a ae 
L-161 ae” it 31° U-183 an se 





re) 
on 4. 


INVERTED TAPER SHAPE "5S" FLAME SHAPE "G" 


A B c A B 
5-105 Va" %" 10° G-111 54g" Vy" 
5-141 Va" Vy" 26° G-141 Va 1a" 
5-161 44° 1°" 18° G-161 ae 0. 
5-181 44" %"" 30° G-181 : rn 


Recommended Speeds for Various Diameters - Medium Cut 












54'" 23,000 
az'" 20,000 


74" 19,000 
1” 18,000 


yy" 45,000 
4” — 35,000 


Increase above speeds approximately 60% for stainless steel. 


SET NO. 4 SET NO. 5 SET NO. 6 
Ye" & V4" DIA. HEADS 3° & Me’ DIA, HEADS Ye" DIA. HEADS 
4" DIA. SHANKS Ve" DIA. SHANKS 44° DIA. SHANKS 
144" OVERALLLENGTH 2°° OVERALL LENGTH 


Heller Length Heller Length Heller Length 
Tool No, of Head Tool No, of Head Tool No, of Head 
A-23 A-l4 Vy" A-22 i 
A-105 ; A-21 Vy" C-24 ve 
C-23 a C-12 Wy" D-23 va 
C-105 C-2] a" E-23 ve: il 
D-24 f D-21 a H-23 Wy 
D-105 iy E-22 Yo" K-21 Vy" 
E-105 Va H-22 Wy" L-2] i 
H-105 5/q° «K-22 a M-21 Vg 
K-105 +a L-22 Wi" P-22 a 
L-104 a P-21 “ R-21 Veo 
L-105 me 5-22 V4" 5-25 1 
§-105 6 U-21 a U-22 Wa" 
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BURS & BUR SETS 





r 


: ae 


Ltacision (yeoundl | % ae 


HELLER ae) GRINDING TOOLS 








END MILLS 


SOLID CARBIDE =a 
TOOLS mmo BURS = 











T,.. precision, rigidity and superior edge- 
holding ability of solid carbide tools and 
burs provide many advantages over both 
carbide tipped and high speed steel cutters. 
The added rigidity — 3 times greater than 
hardened high speed steel — has less See | 

tendency to deflect or wander when taking ——_ | — REAMERS 


deep cuts in tough materials. 


| ¢AZA-A Z ROUTERS 











Solid Carbide Tools also cut closer to size 
because they are less affected by added 
heat and/or torque encountered when ma- 
chining tough or hardened materials. These 
are important considerations where high 
production, accuracy and ability to work 
hard-to-machine materials are factors. 


The Heller Line of Solid Carbide Tools and 
Burs encompasses the largest and most 
complete range of shop tested and approved 
standard stock items. Exclusive design au- 
tomatic grinders, special form-relieving ma- 
chinery, precision drill fluting, superior finishes 
and exacting tolerances all contribute to the 
superior performance and longer life of these 
precision-made tools. 


> DRILLS 














J BORING BITS 



































All Heller Hammers are drop forged from the highest , | 
- quality tool steel, precision tempered and hardened. Every 
head has a crowned face with a forged-in safety rolled 


edge which eliminates chipping . . . gives built-in protection 
to the worker and his 
work. Heller Hammers are 

| , _— accurately balanced ... nucut 
fitted with high quality 
» second growth hickory 
handles designed to fit 
the hand ... identified 
by the exclusive Spot- 
Burned finish. 











“NUWELD” 








ALL THE MOST WANTED SIZES 


Heller “Nuweld" Shatterproof Hole Saws are 
rugged cutting tools designed to cut accurate holes 
cleanly and efficiently in machineable materials up to 
1¥Ye"’ thick. Ranging in size from %6’’ to 6’’ diameter, 
they can be used in portable electric or air tools, drill 
presses, lathes, boring mills, milling machines or any 
other machine tool which has a rotating spindle that 
can be operated at the correct speed for the size of 
hole saw to be used and type of material to be cut. 


They are made with a wear-resistant, fast cutting 
high speed steel cutting edge, permanently bonded to 
an extra tough alloy steel body by an electric welding 
process. The blade is rolled to the correct diameter 
and silver brazed along the seam for maximum 
strength and concentricity. It is then welded to the 
outside diameter of a tough, resilient steel cap making 
the diameter of the cut slightly larger than the diam- 
eter of the cap, which allows the saw to follow 
completely through its own hole. The depth of cut of 
this “shoulder-less'’ design is limited only by the 
ability of the operator to remove the cores when 
drilling a deep hole through stacked or layers of 
material. The knock-out slots permit easy removal of 
cores, Furnished in standard stock sizes as shown in 
table on opposite page. 


FOR ALL MACHINABLE MATERIALS 


Mechanics, maintenance men, electricians, plumbers, 
construction workers and installation men use hole 
saws for numerous applications such as: 


— Cutting holes for pipe or electrical conduits. 

— Installing pipes and valves in fabricated tanks. 

— Installing vents for clothes dryers. 

— Cutting holes for the installation of running lights 
on tank trucks. 

White for complete Helle: — Installing air-conditioning units in automobiles. 


Hammer Catalog No. T-56. Heller Hole Saws can be used for cutting steel pipe, 


cast iron pipe, steel plates, aluminum, copper, brass, 
stainless steel, wood or plastics. 
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STANDARD STOCK SIZES (Without 








































r 

| £° 
Lt om w | 
2 hs o c o ‘% _~ a - o 
= 2 i) 3s =i «2 a = 2 6 = £ 
=4 a Ig Se | o”| 2a | eX 2 = rs = 
3 Os| ts a on |Oc/|oz ° Os| ts wv 
5 3% OA Z| oo|o| = 3 ae) ow So 
B o£ £ o = “ oOo “oc o.© A, oc : o 
U ln=| = u < 2e | Dw <3 wnt| EE re 

36-0090 7 5 Ml 36-00340 | 2% | %’’-18 


7 18 


36- 00360 | 24 


"—18 


w& 
o 
o 
Oo 
tw 
| 


a ee ee ee 
mM | NM] bh 
tin | 


36-01020 - 36-01030 





36-00120 eee i  36- 00380 | 2% | %'-18 
36-00130 36- 00400 2V; %e"'—-18 









36-00410 ¥g''—-18 


36- 00420 | 


36-00440 


=e 
ean | 


216 


36-00140 | | Be Yo!"20. 
36. 00150 
36-00160 a 
36- dels | 
36-00180 


EZ 3" 18 


= 





36-01001 - 36-01010 


2% Ya" 18 
| Ve —-18 


¥e°—-18 


Oo; nm; oi ny; uh |]| NM |] 
co }lamlowo|] wl wl] ul] wu 






1Y2 6-008 SY | 54-18 


Ve | ¥e''-18 
* Eor use with Arbor Numbers 36-01001 and 36-01010 only. 


0 | 2% 

ees 
36-00190 | 1% y4"'-20- 36-0500 | 3 
36-00200 | 1% 2 Sec 18.8 JM 36-00520 | 
+ -070 Hee woe] 
36-00210 | % | —| | 18.8 [i 36-00560 | _— 5 
36-00220 | 1%  ‘ =i 25.0 fl 36-00580 | “"-18 | © 
tscona[m [oom | 9 | —|— [of 
36- 00230 | e P| 25.0 HH 36- 00620 ¥''-18 | 9 

36- 00240 : | 1%] — | 25.0 36-00640 

+s. Ae 

36-00250 | We | %""-18 | 25.0 36-00680 ¥"’—-18 
36- 00260 | 1% | —| — | 250 | | 36- scl 4/18 = 
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Arbor Numbers 








Arbors) 





Entrance, Pipe Size 
Approx. Legal Shpg. 
| Weight - Lbs. /100 


Use for Pipe 
Tap, Pipe Size 
Use for Pipe 





=P 
























36-01001  36-01010 36-01015 36-01020 


Catalog 
Number 


36-01001 


36-01010 | 


36-01015 
36-01020 


36-01030 


* 


Catalog 
. Number 


36-01060 
( 6-01070 


36-01080 





MORSE TAPER ADAPTORS 


Silver Brazed seam assures maximum strength 
and concentricity. 


Tough steel backing absorbs shock. 


Slots permit easy removal of cores. 


High speed tool steel cutting edge for rapid 
cutting. All saws 6 teeth per inch regular set. 


Heller's pin-drive arbor design provides a positive 
floating drive arrangement to the saw which assures 
uniform cutting and eliminates the possibility of 




















stripping threads in heavy cutting. This pin-drive 
also makes it easier fo remove the saw after heavy 
cutting since the saw can not tighten up on the arbor 
threads. Heat treated for extra strength and longer 
life, these arbors have straight hexagonal shape 
shanks for a positive non-slip drive when used in 
jaw chucks. The High Speed Steel pilot drills have a 
flat spot on the shank for equally positive driving. 
Furnished in standard stock sizes as shown in tables 






— Drill No. 
36-01515 


Drill No. 
36-01510 


Drill No. 
36-01510 


below. 





36-01030 





Pilot Pin——) 36-01040 


36-01520 












Chuck or 


Chuck or 
Catalog Adaptor | Fits Saws 











































Adaptor Fits Saws Weight Weight 
Diameter (See List) Per 100 Number Diameter . (See Lis!) Per 100 
| * 3 Morse | #3 Morse | a 
7 D 400 Ib 
17.5 Ibs. 36-01040 faeae | 3’ to 6" Diam § 





36-01050 : 12°’ Extension Fits All 4°’ Shanks | 88 Ibs. 
Va"" 














High Speed Steel Pilot Drill 
(Packed 10 to a box) 


V4'' High Speed Steel Short Flute Pilot Drill 
(Packed 10 to a box) 








5 Ibs. 







| 19.0 Ibs. 36-01510 








36-01515 3 Ibs. 





55.0 Ibs. Yq «~Pilot Pin / Ibs. 





Moras For sol} Weight 
Taper Arbor | Per 100 


ve Hex 60 Ibs. 
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HIGH SPEED 
"M’’-HAX BLADE 


SPB EAP NE POO MO eet 


for General Purpose Cutting 
«+ at Lowest Cost 





Heller High Speed “mM”-HAX Blades deliver fast, eters cuts on 
a wide variety of steels. When machines are in good condition, you 
can depend on these blades for the long life that keeps costs low. 


HIGH SPEED 
"T”’.HAX BLADE 


Wa aka an ae a ale ae ae le cl 


for Cutting Tough 
High-Alloy Steels 





Heller High Speed “T’-HAX Blades are first choice for cutting stain- 


less and other high alloy steels. 


Their high heat resistance helps 


them stand up when the going is rough. 


NUWELD SHATTER- 
PROOF BLADE 


a ae te al a le ae 





Heller ““NUWELD” Blades will not shatter in operation no matter 
how rough the use or how old the machine. The combination of a 
High Speed Steel cutting edge electrically welded to an extra tough 


alloy steel body prevents breakage . 


You can safely use these 


shatter-proof blades for all types of cutting. 


CHECK YOUR MACHINE! If it isn’t lifting the 
blade slightly on the return stroke, blade life 
will be shortened. 


TEST SPEEDS AND FEEDS! Slow speed and heavy 
feed make blades last longer. When speeds 
are too fast and feeds too light, blades slide 
over the work and dull themselves too soon. 
Actual tests will show you the best feed and 
speed for the specific jobs at hand. Use the 
following chart as the basis for tests. 


HOW TO GET THE MOST OUT OF POWER BLADES 


Unannealed Machinery 

Tool Steel Annealed Steel and 
With or & Hard Metals Tool Steel Soft Metal 
Without Strokes Strokes Strokes 





Machine Solution Per Minute Per Minute Per Minute 
Light Without 40 50-60 50-40 
Medium Without 40 50-40 50-60 
Medium With 60 65-90 100-110 
Heavy With 60 90 110-120 
Ex. Heavy With 60 90 110-120 


Except when cutting cast iron, plenty of cut- 
ting compound should be used. This acts as a 
cooling medium and also reduces friction to a 
minimum, 





_ Power Hack Saw Blades 


SELECT THE CORRECT TOOTH SPACING 


3T AND 4T BLADES are best for cut- 
ting 4” or larger sections of the 
softer ferrous metals, most alloy 
steels and non-ferrous metals. 
Large gullet capacity handles heavy 
chips, prevents clogging, speeds 
eutting and lengthens blade life. 


6T BLADES are recommended for cut- 
ting 2” to 4" sections of bars and 
hard materials, They last longer 
than blades with coarser tooth spac- 
ing for these applications. More 
teeth per inch spread wear over 
more cutting points. 








10T BLADES are used for cutting very 
hard materials and sections up to 
2" thick. They're better suited for 
general-purpose cutting in the ma- 
chine shop than for production cut- 
ting. For the latter, 4-6 tooth blades 
are preferable. 


14T BLADES should be used for cut- 
ting such thin sections as pipe, 
tubing, small bars and light angle 
Iron. Since these blades are only 
0382" and .050” thick, their use 
should be confined to light machines 
cutting small sections. 











POWER BLADE SPECIFICATIONS 


PACKED 10 BLADES IN A BOX 


ORDER BY PART HIGH SPEED HIGH SPEED “NUWELD” 


: 



































NUMBER “Mm"'-HAX “TT -HAX High Speed 
| Length and T'hick- No. Teeth per Inch Lbs. per No. Teeth per Inch iba, per No. Teeth per Inch Lbs. per 
: Cc Width ness and Part No. 100 and Part No, 100 and Part No. 100 
° | 14 18 . 14 18 | 14 18 
; Q %" 032 33-1214-3 33-1218-3 79 34-1214-3 ———_-34-1218-3 8 35-1214-3 35-1218-3 8 
12"'x 1 1050 10 14 16 10 14 20 10 14 20 
i 33-1210-5 33-1214-5 34-1210-5 34-1214-5 35-1210-5 35-1214-5 acre 
| 10 14 | 10 14 10 14 
L 090 33-1410-5 33-1414-5 2) 34-1410-5 34-1414-5 23 39-1410-5 35-1414-5 23 
“ 11 6 10 6 10 . 6 10 , 
14 x 1% 062 33-1406-6 33-1410-6 oe 34-1406-6 34-1410-6 39 35-1406-6 35-1410-6 35 
1 , 3 4 6 3* 4 6 —, 4 6 
12 | 075 33-1403-7 33-1404-7 33-1406-7 46 34-1403-7 34-1404-7 34-1406-7 | 30 _35-1404-7 35-1406-7 at 
*" 10 14 10 14 10 14 28 
I 050 33-1710-5 | 33-1714-5 29 34-1710-5 34-1714-5 2/7 35-1710-5 35-1714-5 
- 3 r F 6 4 6 
17 x P : 33-1703-6 33-1704-6 34-1704-6 34-1706-6 35-1704-6 35-1706-6 — 
33-1706-6 33-1710-6 34-1710-6 35-1710-6 
| 6 10 6 10 ; 6 10 : 
1%4 062 33-1806-6 33-1810-6 40 34-1806-6 34-1810-6 44 35-1806-6 35-1810-6 49 
,, 4 6 3 4 6 3 4 6 
fi ——= 
18 X 1% .075 33-1804-7 33-1806-7 39 34-1803-7 34-1804-7 34-1806-7 64 35-1803-7 35-1804-7 35-1806-7 64 
3 7 3 4 6 a 4 6 3 4 6 
1% 088 33-1803-8 33-1804-8 33-1806-8 4 34-1803-8 34-1804-8 34-1806-8 90 35-1803-8 35-1804-8 35-1806-8 88 
Lily 13 | 3 4 6 37 4 6 4 6 
; 21 x 1% 088 33-2103-8 33-2104-8 33-2106-8 i 95 34-2103-8 34-2104-8 34-2106-8 103 ; 35-2104-8 35-2106-8 104 
3 4 6 37 4 6 3 4 6 
9A''x 1% .088 33-2404-8 33-2406-8 mW 34-2403-8 34-2404-8 34-2406-8 9 35-2403-8 35-2404-8 35-2406-8 125 
3 J 3* 4 , 3 4 7 
. 2 -100 33.2403-0 33-2404-0 142 34-2403-0 34-2404-0 152 35-2403-0 35-2404-0 149 
ON, 1% 4 4 | 4 | 4 | 
30 X 2% 100 sai 229 si eas 244 35-3004-0 i 
tly At ——7 a 2% 2% 
36 x 4% 125 34-3625-2 654 35-3625-2 648 


This list comprises all types, sizes, and tooth spacings that will be regularly carried im stock. Anything differing 
from these Hack Saws will be considered as special and will not be manufactured except in cases of urgent necessity. 
*Also furnished Every Tooth Set designed for cutting High Chrome Nickel Alloy Steel. Be sure to specify when ordering. 
{Furnished Every Tooth Set only for cutting High Chrome Nickel Alloy Steel. 





YT a Hand Hack 


‘*HARD-EDGE’’ 





ge i NE Nt NI NE LE EE Pee a 


STANDARD STEEL BLADES... for general all-purpose cutting by machinists, 
mechanics, electricians, plumbers and maintenance men. 5 


HIGH SPEED ‘“M’’-HAX 





I ee ee a a Pg oe at ae i i 


HIGH SPEED “M’’-HAX BLADES ... for fast, dependable cutting and long 
life on a variety of steels. 


HIGH SPEED ‘“‘T’’-HAX 









" — —— , a , - ’ ee = _ — : : a a ¥ i “ 
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HIGH SPEED “'T’-HAX BLADES . . . with the heat resistant property neces- 
sary for cutting tough alloy steels. 


CHOOSE THE RIGHT EDGE 


Each of the three types of Heller Hand Blades Is 
available in ““Hard-Edge” or “All-Hard”. 


“HARD-EDGE" Blades are best for general purpose cut- 
ting. They are heat treated only on the tooth edge. 
The body of the blade remains tough and flexible to 
resist breakage under severe conditions. 


‘““ALL-HARD" Blades are heat treated for uniform hard- 

ness throughout. This gives them the stiffness pre- . 
ferred by skilled mechanics for straight, true cuts. 

They are recommended only where work is securely 

held. ial 
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Saw Blades cia vcor 


~ OR ‘‘ALL-HARD”’ 


SIZE! 


14T BLADES are designed to cut 
aluminum, brass, bronze, copper 
and soft steel of large cross sec- 
tion. Large gullets prevent clog- 
ging. Regular set. 





18T BLADES are recommended for 
eutting light angle iron, iron pipe 
and tool steels. Best for general 
shop use, Regular set. 





24T BLADES are preferred for cutting 
drill rod, medium sheet metal, tub- 
ing and hard materials in general. 
Wavy set. 





32T BLADES are best suited for cut- 
ting thin sheet metal and thin wall 
tubing. Wavy set. 



































SPECIFICATIONS STANDARD HIGH SPEED HIGH SPEED 
ORDER BY PART NUMBER Steel nM’ -HAX T-HAX 

Length and Thick- No. Teeth | HARD EDGE | ALL HARD | HARD EDGE!) ALL HARD | HARD EDGE! ALL HARD 

Width Hess per Inch Part No, Pari No. Part No. Part No. Part No. Part No. 

18 30-1018 30A-1018 31-1018 31A-1018 32-1018 32A-1018 

; 10” X 1" 025 24 30-1024 30A-1024 | 31-1024 31A-1024 32-1024 | 32A-1024 
32 | 30-1032 30A-1032 | 31-1032 31A-1032 32-1032 32A-1032 

14 30-1214 30A-1214 31-1214 31A-1214 32-1214 32A-1214 

- 4918 Pe 18 30-1218 30A-1218 [| 31-1218 31A-1218 32-1218 32A-1218 

X 025 - —— = 

24 30-1224 _ 30A-1224 31-1224 31A-1224 32-1224 32A-1224 

i 32 | 30-1232 30A-1232 31-1232 31A-1232 32-1232 32A-1232 
PACKED 100 BLADES 10” BLADES — Weight per 100: 314 Ibs. Weight per 100: 31+ Ibs. Weight per 100: 414 Ibs. 

IN A BOX 12” BLADES — Weight per 100: 4 Ibs. Weight per 100: 414 Ibs. Weight per 100: 434 Ibs. 
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This list comprises al] types, sizes, and tooth spacings that will be regularly carried in stock. Anything differing from these 
Saws will be considered as special and will not be manufactured except in cases of urgent necessity, 











STANDARD HARD EDGE 
REGULAR SET 


Specify Regular Set for cutting material of uniform 
size and for contour cutting. Regular Set consists of 
a repeated 3-tooth sequence of one tooth set to the 
left, one tooth set to the right, and one unset tooth 
ealled a raker. Regular Set Saws are furnished with 
6 to 24 teeth per inch. 





HELLER SAWS WITH REGULAR SET 











ebb esky Teeth per Inch 

i O25 —_ —_ _ — 14 18 24 
% 08 — — 10 — 4 28 — 
4 6085 lO i = «38 10:2¢«CUd 2 KH 18 8 
rat O25 —_ 8 10 — 14 18 _— 
ls 025 i ek) ee | cae a 
ig 032 — 8 10 _ 14 18 —_ 
4032 6 8 10 12 14 — — 
1 035 6 8 10 = 14 = —_ 





Furnished in 100° Bnd 250" coils or out to specified length 
and welded ready for use. 


STANDARD HARD EDGE 





SKIP TOOTH SHAPE 





Specify Skip Tooth saws for cutting soft materials 
that form large chips. They supply more gullet 
capacity without weakening the body of the saw. do, 
they’re ideal for cutting aluminum, copper, magne- 
sium and soft brasses. Skip Tooth saws also provide 
high-speed, low-cost cutting for wood, plywood, 
plastics and composition materials. 
HELLER SAWS WITH SKIP TOOTH 











Width Thick- Teeth per Inch 

Inches ness Regular Set 
4 O25 — — A =‘ 
Ls 025 — _ 4 6 
te 025 _ 3 4 _ 
lg O25 — 3 4 _ 
¥4 032 — 3 _ — 
1 035 2 3 _ — 





Furnished in 100° and 250’ coils or cut to specified length 
and welded ready for use, 

















STANDARD HARDEDGE _ 
WAVY SET 


Specify Wavy Set when thin stock or work variety 
creates a tooth-breakage problem. Wavy Set consists 
of groups of teeth set alternately to the left and right. 
This spreads cutting strain over groups of teeth in- 
stead of confining it to individual teeth. As a result, 
a wide variety of shapes and sizes of material can be 
cut with the same blade. Wavy Set Blades are 
furnished with & to 32 teeth per inch. 





HELLER SAWS WITH WAVY SET 


Wid th Thick- 
inches ness 


Teeth per Inch 






M4 025 —- — —_— — =— — 39 
iy 025 — 10 —- i4 — 74 — 
1% 032 + 10 — 14 — — — 
a 032 8 10 12 14 18 — _— 
1 O35 — 10 — _ — — _ 


Furnished in 100’ and 250’ coils or cut to specified length 
and welded ready for uae, 


STANDARD HARD EDGE 
HOOK TOOTH SHAPE 


































Specify Hook Tooth saws for easier feeding and faster 
cutting in soft or gummy materials. The 10° hook 
on the face or cutting edge of each tooth makes the 
saw feed easier. Its chip breaker design keeps the 
gullet clean — prevents clogging. The main advan- 
tage of this style tooth is that it will do more work at 
lower cost than the conventional Skip Tooth on many 
applications. 


HELLER SAWS WITH HOOK TOOTH 


Width Thick- Teeth per Inch 
Inches ness Regular Set 


M4 025 _ 





mitt 4 

Be 025 — 3 4 

14 025 2 3 4 

84 032 9 3 = 
O35 ? 3 


Furnished in 100’ and 250’ coils or cut to specified length 
and welded ready for use. 
































STANDARD HARD EDGE 
STANDARD TOOTH SHAPE 





Specify Standard Tooth saws for cutting most ferrous 
metals and such non-ferrous materials as hard brasses 
and bronzes. Well rounded gullets have ample 
capacity for chips developed in cutting harder mate- 
rials. Also specify this tooth shape for friction sawing. 


HELLER SAWS WITH STANDARD TOOTH 


Width Thick- 












Teeth per Inch 





Inches ness 
~ 0238 — — — — 14 18 24 — 
dy 025 — — 10 — 14 182 — — 
Le 025 —_ —_ 10. 862 14 18 4 37 
a O25 — 8 10 — 14 189 — — 
lig O85 6 —>- 10 — 14 282=—_- — 
54 .032 — 8 io — 4 18 — — 
Sq 039 6 8 10 12 14 — — — 
1 .O35 6 8 10—-— 4 => — — 





Furnished in 100’ and 250° coila or cut to specified length 
and welded ready for use. 


“NU-CARB” HARD EDGE 
SPRING TEMPER BACK 


This carbon alloy type steel blade has been specially 
heat treated to give it a spring temper back while 
maintaining a full hard cutting edge. It has nearly 
twice the tensile strength of ordinary carbon steel 
blades which means you can place it under greater 
tension making the blade more rigid and permitting 
heavier feeding pressure. Costing only pennies more 
than a regular hard edge blade, it is available in sizes, 
tooth styles, spacing and set for most applications. 
STOCK SAW SPECIFICATIONS 
| Tooth im No, Teeth Per Inch 
Style Regular Set Wavy Set 
























“| Standard | 10-12-14-18 
Skip 4 —_ : 
Standard 10-14-18 _ 
Hook 4 = 
Skip So a — 
Standard 6—-10-14-18 14 
Hook 4 sane 


Skip 






Hook 
Skip 












Standard 6-8-10-14 10 
| Hook 9-3 — 
| Skip 9-3 — 





Furnished in 100’ and 250’ coils or eut to specified length 
and welded ready for use. 





STANDARD BLADE 


Designed for production cutting of ferrous 
metals .. . Heller’s Standard High Speed Steel 
Blade can be operated at faster speeds and feeds 
than Hard Edge type blades. Its greater re- 
sistance to wear and breakage means stepped-up 
production with less downtime for blade chang- 
ing. Operated on heavy duty machines with 
back and side guides accurately aligned and not 
worn, this High Speed Steel Saw will give 
maximum on-the-job results. Furnished welded- 
to-length and individually packaged in all of the 
standard specifications listed below. 


Witva BLADE 


A radically new metallurgical approach builds 
unbeatable durability into Heller’s Ultra High 
Speed Steel Blade. Special steel analysis (Patent 
Applied For), advanced production methods, 
closer heat-treating control, stronger welds, 
100% inspection ... means they can be operated 
at much greater cutting feeds and speeds with 
attendant savings. Designed specifically to meet 
today's needs in production cut-off work on 
ferrous metals, these blades will give up to 3 
times better performance than any other High 
Speed Steel blade yet costs only slightly more 
than our Standard High Speed Steel Blade. 
Furnished welded-to-length and _ individually 
packaged in all of the standard specifications 
listed below. 


SPECIFICATIONS — REGULAR SET 














Thick- 
nels 


Furnished welded-to-length, protectively packaged, ready to use. 


eller 


FLAT 
GROUND 
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S1G STEEL 





SLASHES PREPARATION TIME 
- . - CUTS TOOL MAKING COSTS 


PRECISION GROUND FOR IMMEDIATE MACHINING 
Heller die steel is spheroidize annealed for quick machining 
and uniform hardening . . . right and ready for immediate 
use. Precision ground to a smooth surface finish of less than 
35 micro-inches . . . free from defects and decarburization. 


COMPLETE RANGE OF SIZES — INDIVIDUALLY WRAPPED 
Heller's Oil Hardening and Air Hardening types are avail- 
able in over 1300 stock sizes in 18"’ and 36” lengths. Error- 
proof Tell-A-Type Tape identification is an extra conve- 
nience that helps build profits. Color-coded, non-marring, 
it always identifies the steel type at a glance. Each piece is 
individually wrapped for maximum protection ... easy- 
to-follow heat-treating instructions on each envelope saves 
time, prevents waste, speeds work. 


CHOICE OF OIL HARDENING OR AIR HARDENING TYPES 
Heller has a flat ground die steel for every requirement. Oil 
Hardening, type 01 wear-resistant alloy steel for general 
purposes ... Air Hardening 5"; Chrome type that provides 
an even higher degree of wearability. Both are recom- 
mended for dies, punches, jigs, machine parts and similar 
applications. Where top-flight performance is a must — 
Heller's Air Hardening is the answer. It reacts more favor- 
ably to heat treatment ... assures greater margins of safety. 


LOW CARBON STEEL IS AVAILABLE TOO 
Where heat treating is not a necessity — Heller's fine- 
grained, silicon-killed, Low Carbon Steel is ideal. Extremely 
versatile, it is easy to machine and weld. 


Die Steel 


1 OIL HARDENING 


Ub lenpered” 


CHROMIUM-TUNGSTEN TYPE 
FOR GENERAL PURPOSES 
A.LS.L or S.A.E Type No. 01 Analysis 


You can safely specify this Heller non- 
deforming type steel for all but highly abrasive 
applications. This Chromium-Tungsten Type 
Alloy steel will give excellent wear resistance 
when used as tools and dies for shaping non- 
ferrous metals, the milder ferrous metals, and 
alloy steels. 


APPLICATIONS 
Dies Templates 
Punches Stamps 
Jigs Shims 
Gauges Machine Parts 
Fixtures Small Tools 


...And Comparable Items 


2 AIR HARDENIN 


5% CHROME TYPE FOR 
WEAR RESISTANCE 
A.LS.I. of S.A.E. Type No. A® Analysis 


Specify Heller Air Hardening Die Steel when 
you want greater production from punches and 
dies between sharpenings. You can produce 
up to 50% more pieces per sharpening with 
this 5% chrome steel than with the Oil Harden- 
ing Type. Remember, too, that Air Hardening 
type steels provide a greater margin of safety 
when hardening intricate sections and deform 
less in heat treatment than oil hardening types. 


APPLICATIONS 


PUNCHES AND DIES for shaping silicon or stain- 
less steels, Monel metal and other abrasive 
metals. 


GAUGES, TOOLS AND PARTS when high wear 
resistance is desired. 








— 
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gh Grade Alloy Tool Steel 





SPECIFICATIONS 


CHEMICAL ANALYSIS: 
Carbon. . . . 84 .95 Chrome 
Manganese. . 1.00-1.25 Tungsten . 
Silicon . . » 20 .40 Vanadium . 


SIZE TOLERANCES: 
Thickness: => .001" 
Width: + .005-.000" (18 Lengths) 
+ 015-000" (36"" Lengths) 
Length: 18" + 142"-0" (Ends milled) 
a6" -- oe 


HARDENING RANGE: 
1460° to 1500°F.—Quench in oil 125°F. | 
Full heat-treating instructions, including tempering chart 
on each package. 


SURFACE FINISH: 
95 to 85 miero inches with all decarburization and surface 
defects removed. 





HEAT TREATMENT 


HARDENING — You can satisfactorily quench all thick- 
nesses in oil from a hardening temperature of 1450 
to 1500°F. 

Do not quench in water since this alloy is Oil Harden- 
ing. Be sure the stock is thoroughly and uniformly 
heated before quenching. Temperature of the oil quench 
should be about 125°F. 

Commercial quenching oils are preferred, but motor 
engine oil SAE 20 or 30 may be safely used. To prevent 
fires, don’t let the quenc hing oil get too hot. The flash 
point of motor engine oil SAE 20 is about 340° F. 





SPECIFICATIONS 


SIZE TOLERANCES: 
Thickness: +.001" Width: +.015°-—.000" 
Length: 36” + 


HARDENING RANGE: 
1700° to 1800°F. — Harden at 1750°F.— Heat uniformly 
throughout, then soak for 15-20 minutes. Cool in still 
HAT. 
Full heat-treating instructions, including tempering chart, 
on each package. 


SURFACE FINISH: 
95 to 35 micro inches with all decarburization and sur- 
face defects removed. 





HEAT TREATMENT 


HARDENING — 1750°F is the target temperature; but 
1700° to 1800°F is a safe range. Use the high side for 
thick sections. 

Heat uniformly and soak for 14 to 20 minutes. 

Cool in still air. For pack or controlled atmosphere 
furnace methods, no preheat is needed. For the open 
furnace method, use a 1450°F preheat to minimize de- 
carburization. 





TEMPERING CHART 


GCL HARDENING TOOL STEEL 
rebate ie Fr, TO ioe 
SJENCH HABE ES ieee 


HARDINESS ROCKWELL Cc 





_— — 600 — 800 900° 1000 1100" 


TEMPERIMG TEMPERATURE F 


ONE HOU TEMPERING RECOMMENDED 


For apecific Rockwell hardness, use the above chart as your guide. 


COLOR TEMPERING 
For filing temper — heat to a very dark blue, 


For grinding temper — heat to a light straw color. 


ANNEALING 
Heat to 1425°F for 1 hour — cool slowly in furnace to 
1000°F — pack anneal recommended. 


TEMPERING 
Refer to chart below for desired hardness. Temper for 
two hours. For extra toughness, temper twice for 1) 
hours each. For light blanking, temper at 400° to 425°F. 
For heavy blanking, temper at 700°F. 
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TEMPERIMNG TEMPERATURE F 


TWO HOUR TEMPERING RECOMMENDED 


ANNEALING 


1525°F to 1575°F. For maximum softness, cool by de- 
creasing temperature 50 degrees per hour to 800°F. 


CHEMICAL ANALYSIS 


Carbon .. « » «#6-1,06 Chrome . « « 2, 00-5.60 
Manganese. . . «o0— .70 Molybdenum =. . -80-1.10 
Silicon . . . » w«Q- .50 Vanadium ay i 20— oO 


SQUARE STOCK SIZES 





OIL HARDENING 36” LENGTHS 


4 ii 1 31 4 | 
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